
AMENDMENTS TO THE CLAIMS 

Please cancel claims 55 and 64 and add claim 69. Also, please amend claims 
33, 35, 38. 39, 56, 60, 61 . 65 and 68 as indicated in the following: 

Ja^ms 1-32 (Canc elled) , — 

13^ ^ (Currently Amended) A process for production of a disintegration roll for 
use in separation of fibers in an open-end apparatus, said process comprising the steps 
of: 

converting a shredding element into a preparative configuration that corresponds 
to a finished configuration the shredding element assumes on the disintegration roll; 

hardening at least a portion of the shredding element while it is in the preparative 
configuration; and 

using the hardened shredding element on a shredding element carrier created 
from a non-hardening material of tho dis i ntograt i on ro ll, / 

3^. (Previously Presented) A process as in claim wherein the shredding 
element is preshaped around a preshaping body to be converted into the preparative 
configuration, the preshaping body having a circumference essentially corresponding to 
the circumference of the disintegration roll. 

(Currently Amended) A process as in c l a i m 3^, for production of a 
disintegration roll for use in separation of fibers in an open-end apparatus, said process 
comprising the steps of: 

converting a shredding element into a preparative configuration around a 
preshaping body that corresponds to a finished configuration the shredding element 
assumes on the disintegration roll: 



V 



hardening at least a portion of the shredding element while it is in the preparative 
configuration; 

using the hardened shredding element on a shredding element carrier of the 
disintegration roll: and 

wherein the shredding element remains on the preshaping body during the 
hardening of said at least a portion of the shredding element. , 



step of grinding a working end of the shredding element which contacts the fibers. 



disintegration roll for use in separation of fibers in an open-end apparatus, said process 
comprising the steps of: 

converting a shredding element into a preparative configuration by preshaping 
the shredding element around a preshaping body having a circumference essentially 
corresponding to the circumference of the disintegration roll: 

hardening at least a portion of the shredding element while it is in the preparative 
configuration: and 

using the hardened shredding element on a shredding element carrier of the 
disintegration roll: and 

wherein the step of hardening the shredding element includes an induction 
procedure. ^ 



^ (Currently Amended) A process as in claim 58^ wherein said induction 

procedure i nclud e includes use of a high frequency current. 





(Currently Amended) A process as in c l aim 3d, for production of a 
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■ 51^ !/ ^/ 

4\ ^ (Previously Presented) A process as in claim Sa, wherein the step of 

hardening of the shredding element includes providing an alternating current to a 

tharrl( 



working area of the shredding element at a frequency of more thanJOOO kHz. 

. (Previously Presented) A process as in claim 4ji, wherein the alternating 



current is in a frequency ranging between 1 500 to 2000 kHz. y 

^ (Previously Presented) A process as in claim 3p, wherein the step of 

hardening the shredding element is performed in a protective gas. 

^ (Previously Presented) A process as in claim 3^, further comprising a step 
of heat treating the shredding element after hardening to relieve stress in the shredding 
element. ^ 

(Previously Presented) A process as in claim further comprising a step 
of blasting the shredding element with a particle blast after hardening. 

(Previously Presented) A process as in claim 4^, wherein the particle of 
the particle blast uses glass as the particle. 

V (Previously Presented) A process as in claim 4^, further comprising a step 

of demagnetizing the shredding element. 

Y • (Previously Presented) A process as in claim 33r, further compnsing a step 
of deburring the shredding element. 

\ (Previously Presented) A process as in claim 47, wherein the shredding 

element is deburred by a chemical. 

\9. (Previously Presented) A process as in claim 36, further comprising a step 
of coating the shredding element. 

^0. (Previously Presented) A process as in claim 4S, wherein the shredding 
element is coated with a nickel-plating. 
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^ (Previously Presented) A process as in claim wherein the grinding 



occurs on teeth points of the shredding element. / 

5^5^ (Previously Presented) A process as in claim"^, wherein the teeth points 

of the shredding element are subject to a grinding in a direction counter to the 

operational direction of the teeth points of the shredding element. 

S^. ^ (Previously Presented) A process as in claim 5^,Cherein the shredding 

element integral to the shredding element carrier is rotated in an opposite direction of 

rotation of a grinding disk used to grind the shredding element. ^ 

5^. (Previously Presented) A process as in claim 5^, wherein the shredding 

element undergoes no pre-hardening procedure before it is shaped. 

^^55^ (Canceled) ^ 

(Currently Amended) A process as in claim 5& 3^, wherein the shredding 

element carrier is created from a low carbon steel. 

^ (Previously Presented) A process as in claim 4^ wherein the shredding 

element is plasma coated. -7 
^ jl ' 

^ (Previously Presented) A process as in claim y , wherein the plasma 

coating includes titanium nitride. j 

5^ ^ (Previously Presented) A process as in claim 3y([ wherein the shredding 

element is a^awtooth wire. 

^ (Currently Amended) A disintegration roll for use in separation of fibers in 

an open-end apparatus, said disintegration roll comprising: 

a shredding element carrier created from a non-hardening material having an 

outer circumference; and 
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a shredding element operably mounted to said outer circumference of said 
shredding element carrier, said shredding element being preshaped to confomn to said 
outer circumference of said shredding element carrier and at least partially hardened in 
this preshaped form. 

X'' ■ (Currently Amended) A disintegration roll as in cla i m 60, for use in 
separation of fibers in an open-end apparatus, said disintegration roll comprising: 
a shredding element carrier having an outer circumference: 
a shredding element operably mounted to said outer circumference of said 
shredding element carrier said shredding element being preshaped to conform to said 
outer circumference of said shredding element carrier and at least partially hardened in 
this preshaped form: and 

wherein said shredding element is hardened by an induction procedure. 
' 1B2. (Previously Presented) A disintegration roll as In claim wherein the 
shredding element is coated with a nickel-plating. ^ 

" ^^3. (Previously Presented) A disintegration roll as In claim 6^, wherein the 
shredding element undergoes no pre-hardening procedure before it is shaped. 
^ (Canceled) . ^ 

f)f^ ^ 1^5. (Currently Amended) A disintegration roll as in claim [[64]] 6j^wherein 
said shredding element is preshaped on the shredding carr i er element carrier and 



hardened on said shredding element carrier 



^ ^^©^ (Previously Presented) A disintegration roll as in claim 6p; wherein the 
shredding element is plasma coated. ^ ^ 

\67. (Previously Presented) A disintegration roll as in claim 6@r, wherein the 
plasma coating includes titanium nitride. 




6a. (Previously Presented) A disintegration roll as in claim 6p, wherein the 
shredding element is a sawtooth wire. [[— ]] 

y^' 6^.^ ^New) A process as in claim d^, wherein the shredding element is 
deburred by a chemical. 
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